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To all whom it may concerm:

Be it known that we, JUDSON L. THOMSON
and JACOB J. UNBEHEND, of Syracuse, inthe
county of Onondaga, in the State of New
York, have invented a new and useful Pro-
cess of Making Lacing-Studs, of which the
following, taken in connection with the ac-
companying drawings, 1s a full, clear, and ex-
act description. |

Our invention relates to improvements in
the process of producing lacing-studs, and
has for its object the production of a simple
and effective method whereby lacing-studs

~are produced from solid wire automatically,

readily, and economically; and 1t consists,
essentially, in dividing the wire into sections,
flanging a central plate or head at the central
portion of the section, offsetting the opposite
extremities of the section one from the other,
removing a porfion of one extremity to form
securing-prongs, and upsetting the opposite
extremity to form a loop, all as hereinafter
more particularly described, and pointed out
in the claims,
- In describing this invention reference is
had tothe accompanying drawings, forming &
part of the specification, inwhich like letters
indicate corresponding parts in all the views.
Figure 1 represents an elevation of a sec-
tion of wire. IKig. 2 represents a sectional
view showing the first step in our improved
process, which consistsin flanging the central
head or plate and offsetting the opposite ex-
tremities of the wire section. Fig. 31sa sec-
tional view showing the second step, which
consists in upsetting one extremity of said

~ section and forming the head or upper ex-
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tremity of the loop for engaging the lace or
cord. Fig. 4 is a detail view illustrating in
plan the dies supporting the upper extremity
of the wire section during the formation of
the loop. Fig. 5 is an elevation, partly in
section, illustrating the final operation of re-
moving a portion of the lower extremity of
the wire section to form the securing-prongs
of our improved lacing-stud. Ilig. 6 1s a sec-
tional view taken on line « «, I'ig. 5; and
Figs. 7 and 8 are elevations of the completed
lacing-stud taken ‘in planes at right angles
to each other.

| solid wire the improved lacing-stud set forth

in our application of even date herewith.
A represents a section of wire of suitable
length and diameter to form the desired size

55

of lacing-stud. This section is cut from a

continuous wire coil by means of suitable cut-
ting mechanism not necessary to hereinillus-
trate or describe, since it is evident that our
invention is not limited to any particular
form of mechanism for cutting the wire into
sections, and that in carrying out the same
any desired form of such mechanism may be
used.

-B and C represent dies having recesses 0
and ¢ offset or out of alignment with each
other. - As shown in Fig. 2, the opposite ex-
tremities ¢ and o’ of the wire section are en-
caged with the separate recesses b and ¢ of
said dies, and are thereby offset one from the
other. During the aforesaid operation upon
the wire section, a central head or flanged
plate a? is provided thereupon, as shown In
Fig. 6. Asillustrated in the drawings, this
head is formed by means of separate slight
recesses in the opposite dies B and C, but 1t
is obvious that if desired the same may be
formed by preventing the direct contact of
the adjacent faces b’ and 0? of said dies B
and C. Immediately after the formation ot
the plate ¢? the upper die B is removed and
a pair of dies D are actuated to rest upon
said plate a? and embrace the lower portion
of the upper extremity of the wire section,
whereupon a suitable die E is contacted with
the top of the extremity e of the section A
and upsets the same into the head a®. This
head a? is preferably of the same area and
form as the plate a% and its forward extrem-
ity projects beyond that portion of the wire
section interposed between the head a® and
the plate ¢* which portion thus becomes the
neck a* of the lacing-stud. After the forma-
tion of the head «¢? or, in other words, the
completion of the loop of the lacing-stud, the

securing-prongs are formed by removing a

portion of the lower extremity «’ of the wire
section, and preferably by means of the cut-
ter shown in Figs. 5 and 6, and specifically
described and claimed in our pending appli-
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cation, Serial No. 295,043, filed December 3,

This process is designed for producing from | 1888.
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| solid wire the improved lacing-stud set forth

in our application of even date herewith.
and JACoOB J. UNBEHEND, of Syracus A represents a section of wire of suitable

county of Onondaga, in the Stat@*o length and diameter to form the desired size 55

5 York, have invented a new and ugsfud Pro- | of lacing-stud. This section is cut from a

cess of Making Lacing-Studs, of Whl(}h the | continuous wire coil by means ot suitable cut-
following, taken in connection wigh the: ting mechanism not necessary to hereinillus-
companying drawings, is a full, clegr, and: trate or deseribe, since it is evident that our

act description. W ‘nvention is not limited to any particular 6o

to  Our invention relates to improgements:in | form of mechanism for eutting the wire into
the process of producing lacing#studs, and | sections, and that in carrying out the same
has for its object the production af a simpie | any desired form of such mechanism may be
and effective method whereby Igcing-studg | used.

are produced from solid wire aufbmaticallﬁf@g B and C represent dies having recesses b 653
1 and ¢ offset or out of alignment with each

iother. As shown in Fig. 2, the opposite ex-

‘tremities ¢ and a’ of the wire section are en-
oaged with the separate recesses b and ¢ of

To all whom it may concern: i
Be it known that we, JUDsON L. 'EHB
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essentially, in dividing the wire initosections,
flanging a central plate or head at the central
portion of the section, offsetting the opposite | ga
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securing-prongs, and upsettings the opposite | the wire section, a central head or flanged
extremity to form a loop, all ﬁs hereinafter | plate @* is provided thereupon, as shown 1n
more particularly described, and pointed out Fig. 6. As illustrated in the drawings, this
| - in the claims. | head is formed by means of separate shgl}t 75
- 25 In describing this invention reference is | recesses in the opposite dies B and C, but 1t
had to the accompanying drawings, forming a | 1s obvious that if desired the same may be
B part of the specification, in which like letters formed by preventing the direct contact of
indicate corresponding parts in all the views. | the adjacent faces b’ and 0° of said dies B
Figure 1 represents an elevation of a sec- | and C. Immediately after the formation of 3o
30 tion of wire. Fig. 2 represents & sectional | the plate a? the upper die B 1s removed and
view showing the first step in our improved | & pair of dies D are actuated to rest upon
process, which consistsin flangingthe central | said plate ¢® and embrace the lower portion
head or plate and offsetting the opposite ex- of the upper extremity of the wire section,
tremities of the wire section. Fig. 3isa sec- | whereupon & suitable die E is contacted with 835
1¢ tional view showing the second step, which | the top of the extremity a of the section A
consists in upsetting one extremity of said | and upsets the same into the head a®. This
section and forming the head or upper ex- | head a® is preferably of the same area and
tremity of the loop for engaging the lace or | form as the plate a? and its forward extrem-
cord. TFic. 4 is a detail view illustrating in | ity projects beyond that portion of the wire 9o

40 plan the dies supporting the upper extremity | section interposed between the head a°® and

of the wire section during the formation of | the plate a2 which portion thus becomes the

the loop. Fig. 5 is an elevation, partly in neck at of the lacing-stud. After the forma-
section, illustrating the final operation of re- tion of the head ¢, or,in other words, the
‘moving a portion of the lower extremity of | completion of the loop of the lacing-stud, the 95

15 the wire section to form the securing-prongs securing-prongs are formed by removing a
of our improved lacing-stud. Fig. 6 1s a sec- portion of the lower extremity a’ of the wire
tional view taken on line @ «, Fig. 5; and | section, and preferably by means of the cut-
Figs. 7 and 8 are elevations of the completed | ter shown in Figs. o and 6, and SEGClﬁC&H}T
lacing-stud taken in planes at rieht angles | described and claimed in our pending appli~ 1cc

5o to each other. | cation, Serial No. 295,043, filed December 9,

This process is designed for producing from } 1333,
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